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(54) COMPOUND ROLL FOR THIN COLD ROLLED STEEL STRIP AND METHOD OF 
MANUFACTURING SAME 



(57) The present invention provides a composite roll 
for cold rolling capable of rolling a cold -rolled steel strip 
having little edge drop, a cold-roiled stainless steel strip 
or a bright finish steel strip having excellent surface 
brightness or a silicon steel strip excellent in magnetic 
properties without causing breakage of roll, which is a 
roll in which a sleeve is fitted at a surrounding of a shaft 
portion with the shaft portion as a central axis and its 
fabrication method, in which the sleeve is constituted by 
an integrally formed member or by previously integrat- 
ing a plurality of pieces of mold members divided by a 
face intersecting with the central axis of the roll. Further, 
this is a fit roll in which a sleeve member of an outer- 
most layer is made of WC - Co series hard alloys having 
Young's modulus of 35000 kgf/mm 2 or more and Co 
content of 1 2 - 50 weight % and is provided with a wall 
thickness of 3 % or more of roll radius and a ratio UD of 
a length L of a barrel of the sleeve to a diameter D of the 
roll falls in a range of 2 - 10. Further, when there are one 
layer or more of intermediate layers between the outer- 
most layer of the sleeve and the shaft core, the interme- 
diate layers are arranged such that Young's modulus of 



the layer on the outer side ts larger than Young's modu- 
lus of the layer on the inner side 

FIG. 1 
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Description 

Technical Field 

5 [0001] The present invention relates to a composite sleeve roll constituted by hard alloys having high hardness, high 
Young's modulus and high rigidity and its fabrication method. Further, the present invention relates to a roll for cold-roll- 
ing a cold-rolled steel strip such as a stainless steel strip, a silicon steel strip, a bright finish steel strip or the like and to 
a rolling roll capable of producing a cold-rolled steel strip having a small amount of edge drop, a cold-rolled stainless 
steel strip and a bright finish steel strip having excellent surface brightness and a silicon steel strip having excellent 

10 magnetic properties with high advantage. 

Background Art 

[0002] In the production of steel strp, steel wire or rod steel, lor example. Sendzimir mill roll, wire mill roll and the like 
15 are used and with requests for high grade formation of steel material to be handled, energy conservation and so on, 
rolls with a material of hard alloys having high hardness and high Young's modulus and excellent in wear resistance 
have been developed and used. These hard alloys roils are mainly small-sized rolls having a comparatively small diam- 
eter, for example, a roll diameter of about 20 through 80 mm, or a roll diameter of 50 through 150 mm and a roll length 
of about 100 through 200 mm in accordance with a shape of material to be handled. In recent years, large size forma- 
20 tion of hard alloys rolls has been requested in view of quality improvement of steel material and a necessity for long time 
period continuous operation for reducing production cost. 

[0003] Generally, a monolithic body of hard alloys is used in a Sendzimir mill roll mentioned above and a wire mill roll 
or the tike is fabricated by exerting compressive force in an axial direction to a shaft portion and a sleeve having an inner 
diameter substantially equivalent to a diameter of the shaft portion and surrounding the shaft portion as a central axis 
25 or exerting compressive force in a circumferential direction by a wedge type ring or the like to thereby fixing the sleeve 
onto the shaft portion and carrying out surface-finish treatment thereon. 

[0004] However, according to the conventional method of fabricating a composite rdl in which such a sleeve made of 
hard alloys is fitted to the shaft portion, in fabricating a large-sized roll (normally referring to a roll having a diameter of 
150 mm or more and a length of 500 mm or more), the sleeve is fabricated by subjecting metal powder of hard alloys 

so to rubber molcfing, sintering the metal powder as one piece hollow member having a hollow central shaft portion (with 
a diameter equivalent to the diameter of the shaft portion), subjecting the sintered body to hot isostatic press (HIP treat- 
ment) and thereafter machining the pressed body. Although the fabricated sleeve is fixed to the shaft portion, the hollow 
member is large-sized and is particularly made of the material of hard alloys and therefore, there cause frequently 
cases where targe strain is generated in the material in subjecting the material to a heat treatment such as sintering or 

as the like which makes difficult succeeding fabrication. Further, although in forming the hollow member by rubber mold- 
ing, metal powder of hard alloys is packed sufficiently densely around a core rod having a diameter equivalent to that 
of the shaft portion and thereafter the core rod is drawn out to thereby form a mold body, when the hollow member is 
large-sized, the core rod is difficult to draw out and there pose frequently problems where the shape of the mold body 
is significantly deteriorated, a force more than necessary is needed and the like thereby causing difficulty in operational 

40 performance. 

[0005] Next an explanation will be given of a method of fabricating a cold-rolled stainless steel strip and a description 
will be given of problems in a method of fabricating stainless steel strip when large-sized rolls are used. Conventionally, 
a cold-rolled steel strip of stainless steel has been fabricated by the steps of annealing and pickling a hot-rolled strip, 
cold-rolling the hot-rolled strip by a Sendzimir mill or the like using a work roll made of a steel series alloy having a work 

45 roil diameter of 150 mm0 or smaller, subjecting the coJd-rolled material to finish annealing and pickling or finish bright 
annealing and rolling the annealed material by finish temper rolling with a reduction ratio of 1.2 % or less. The cold- 
rolled stainless steel strip fabricated through these steps is frequently used with a surface thereof as fabricated in the 
case of a ferritic stainless steel represented by, for example, SUS 430 and excellent surface brightness is requested in 
a product after having been subjected to the finish temper rolling. Meanwhile, in the case of an austenitic stainless steel 

so represented by SUS 304, buffing is frequently carried out after the finish temper rolling and excellent surface brightness 
needs to be shown after the buffing. In the meantime, in recent yeans, in order to efficiently fabricate the cold-rolled 
stainless steel strip, a method of continuous cold rolling in one direction by a tandem cold mill using large-sized work 
rolls of 150 mm0 or larger is being adopted. For example, Japanese Unexamined Patent Publication No. 8-39103 dis- 
closes a technology in which work rolls of WC series hard alloys are used in at least one stand in such a tandem cold 

55 mill by which production efficiency is promoted and surface brightness of cold-rolled stainless steel strip is promoted. 
However, according to the method, there pose problems in which not only the surface brightness of the cold-rolled stain- 
less steel strip has yet to reach a sufficient level but also the surface brightness is deteriorated with rolling time period 
or a work roll may be broken under certain circumstances. Further, there poses also a problem in which the cost per se 
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of the roll is high. 

[0006] Next, an explanation will be given of a method of producing a grain-oriented silicon steel strip and a description 
will be given of problems when the grain -oriented silicon steel strip is produced by using large-sized rolls. Convention- 
ally, a cold-rolled steel strip of grain-oriented silicon steel has been fabricated by the steps of anneaJing and pickling a 

5 hot-rolled steel strip, successively cold-rolling the pickled strip by a tandem mill using high alloy steel work rolls by twice 
or more interposing intermediate annealings and thereafter subjecting the rolled strip to decarburization annealing and 
finish annealing. It is known that when the silicon steel strip fabricated through these steps is cold-rolled without remov- 
ing scale after the intermediary annealings, the surface roughness of the steel strip is enlarged and adverse influence 
is effected on magnetic properties. Therefore, grinding is carried out by using a grinding belt after the intermediary 

10 annealing and before the successive cold-rolling. Further, the grain-oriented silicon steel strip is provided with 
extremely high deformation resistance since 2.5 through 4.0 wt% of Si is normally added and when the rolling is carried 
out under high load and high surface pressure, there pose problems in which the rolls are made eccentric, the cylindri- 
cal shape cannot be maintained, in respect of the shape of the steel strip, edge drop is particularly enlarged, trimming 
margins on both ends of strip are increased and the yield is deteriorated. Further, according to the conventional rolls, 

is there pose problems in which not only the surface roucjwess of the grain-oriented silicon steel strip after cold-rolling 
has yet to reach a sufficient level but also the surface roughness is deteriorated with the rolling time period or the work 
roll may be destructed under certain circumstances. Further, there poses also a problem in which the cost per se of the 
roll is high. 

[0007] Firstly, it is an object of the present invention descrfced in Claim 1 through Claim 8 to provide a method of fab- 
20 ri eating a composite sleeve roll having no strain of material mentioned above with excellent operational performance 
when a composite sleeve roll having high hardness and high Young's modulus and excellent in wear resistance and 
long large-sized rolls are fabricated by using a material of hard alloys. 

[0008] Further, there have been methods as technologies similar to portions of the present invention described in 
Claim 9 and Claim 10 as disclosed in Japanese Examined Patent Publication No. 5-55202 and Japanese Unexamined 

25 Patent Publication No. 61 -1 4104. However, Japanese Examined Patent Publication No. 5-55202 discloses a composite 
roll in which a sleeve produced by sintering powder of hard alloys or high speed steel at outside of a cylinder made of 
steel by high temperature hydrostatic molding by which the pewder is subjected to Diffusion bonding with the cylinder 
made of steel, and an arbor made of steel are fitted to each other, which is a roll for hot-rolling wire or rod steel and no 
mention is given to conditions for promoting surface brightness in cold rolling. Further, according to the disclosure in 

30 Japanese Unexamined Patent Publication No. 61 -1 41 04, although there has been disclosed a method in which a sleeve 
is molded by high temperature hydrostatic molding and a canning material on the inner side and the sleeve are sub- 
jected to diffusion bonding by which the canning material is metallurgically bonded by middle build up process, the 
method is also in respect of a roll with an object of only improving wear resistance and skin roughening resistance and 
no proposal has been given of conditions of an outer layer portion of the roil constituting a rolling face and the like. 

35 [0009] Hence, it is an object of the present invention described in Claim 9 and Claim 1 0 to provide an inexpensive roll 
for cold rolling for resolving the above-described problems incorporated in the conventional technology and capable of 
further promoting the surface brightness of a cold-rolled stainless steel strip and a bright finish steel strip or the surface 
roughness of a silicon steel strip and stably rolling the above-mentioned cold -strips. 

[0010] It is other object of the present invention described in Claim 9 and Claim 10 to reduce edge drop of a cold- 

40 rolled steel strip, particularly to be able to achieve further promotion in the surface brightness of a cold-rolled stainless 
steel strip and a bright finish steel strip as well as the surface roughness of a silicon steel strp, to reduce a decrease in 
the surface brightness or the surface roughness even when rolling is carried out for a long period of time and to promote 
magnetic properties of the silicon steel strip. Further, it is other object thereof to provide an inexpensive roll for cold roll- 
ing without causing trouble such as breakage of roll or the like. 

45 [001 1 ] It is still other object of the present invention described in Claim 9 and Claim 1 0 to provide a roll for cold rolling 
particularly achieving an effect by using the above-described respective features in a tandem cold mill. 
[001 2] Further, there have been proposed technologies similar to portions of the present invention described in Claim 
1 1 through Claim 13 in Japanese Examined Patent Publication No. 5 -55202, Japanese Unexamined Patent Publication 
No. 4-41007 and Japanese Unexamined Patent Publication No. 60-111704. Further, a material having high Young's 

so modulus is a brittle material such as ceramics or hard alloys and there is a concern that when stress is concentrated 
during rolling, destruction is caused from the place of stress concentration. Accordingly, K is important to prevent stress 
concentration in the material during rolling. The technology disclosed in Japanese Unexamined Patent Publication No. 
4-41007 proposes a method of preventing the stress concentration. According to the method, ceramics or hard alloys 
is used in an outermost layer of a rolling roll and an intermediary material is arranged between the outermost layer and 

55 a core material with an effective elastic modulus of 3000 through 1 7000 kgf/mm 2 by means of fabricating grooves in a 
sawtooth shape in respect of oxygen free copper that is an elastoplastic material, winding the intermediary material in 
a form of a copper wire or the like. However, according to the rolling roll, when a material for rolling having an extremely 
high deformation resistance as in, for example, a stainless steel strip or a silicon steel strip, is rolled under high load and 
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high surface pressure, there is a concern in which the roll is made eccentric or the cylindrical shape cannot be main- 
tained by plastic deformation of the intermediate layer and further, when the rolling continues the roll is destructed caus- 
ing a serious problem. 

[0013] Further, Japanese Unexamined Patent Publication No. 60-1 1 1 704 has proposed a rolling roll which is a rolling 
5 roll having a roll barrel made of hard alloys and a roll neck made of steel and an intermediary material made of hard 
alloys having an amount of including a binder higher than that of the hard alloys of the roll barrel and having a higher 
strength, is provided between the roll barrel made of the hard alloys and the neck made of steel by soldering. However, 
no description has been given of the material of the hard alloys and further, a significant reduction in the cost in the case 
of fabricating a large-sized roll has not been resolved at all since a total of the roll barrel is constituted by the hard alloys. 
10 [0014] Hence, it is an object of the present invention described in Claim 1 1 through Claim 1 3 to resolve the above- 
described problems incorporated in the conventional technology and to provide a roll for cold rolling capable of further 
promoting the surface brightness of a cold-rolled stainless steel strip or a bright finish steel strip or to reduce the surface 
roughness of a silicon steel strip or to reduce edge drop and capable of stably rolling the cold-rolled steel strips such as 
the stainless steel strip, the silicon steel strip and so on. 
is [001 5] It is other object of the present invention described in Claim 1 1 through Claim 1 3 to provide an inexpensive roll 
for cold rolling capable of reducing edge drop of a cold -rolled steel strip, achieving further -promotion in the surface 
brightness of particularly a cold-rolled stainless steel strip or a bright finish steel strip, or reducing the surface rough- 
ness and achieving further promotion in magnetic properties of a silicon steel strip without causing roll breakage or the 
like. 

20 [001 6] It is still further object of the present invention described in Claim 1 1 through Claim 1 3 to provide a roll for cold 
rolling achieving an effect particularly when the above-described respective features are used in a tandem cold mill. 
(0017] Further, generally, rolling oil is supplied as a lubricant between a steel strip and a roll in cold rolling of a steel 
strip. Therefore, a large amount of the rolling oil and metallic abrasive powder caused by friction between the roll and 
the steel strip in the rolling operation remain on the surface of the steel strip after rolling. When these are subjected to 
2s annealing at a succeeding step without cleaning them, the metal powder fixedly remains on the surface of the steel strip 
as it is or as it has been oxidized and nonuniformity of oil burn, oil stain or the like is caused on the surface of the steel 
strip whereby the surface quality of the steel strip is significantly deteriorated. Furthermore, when the nonuniformity is 
caused in a steel strip for an automobile or the like, partial exfoliation of deposit is caused in a succeeding plating step 
resulting in a failure in quality. Accordingly, there have been developed various technologies for cleaning the surface of 
30 the steel strip before the annealing step. For example, such a technology has been disclosed in Japanese Unexamined 
Patent Publication No. 60-261609, however, the technology is not yet sufficient. However, by carrying out cold rolling by 
using the roll of the present invention, that is, by using a WC series hard alloys which is difficult to adhere to a steel strip 
as the material of a rolling roll, occurrence of wear powder can be restrained, nonuniformity of the surface of the steel 
strip after annealing is not caused and a steel strp having surface cleanness more excellent than that in the conven- 
es tbnal technology can be obtained. 

Disclosure of the Invention 

[0018] The present invention described in Claim 1 through Claim 8 relates to a composite sleeve roll and its fabrication 
40 method characterized in that it is a roll comprising a shaft portion and a sleeve having a hollow portion with an inner 
diameter substantially equivalent to a diameter of the shaft portion and dsposed at a surrounding of the shaft portion 
in which the sleeve and the shaft portion are fixed to each other by inserting and fitting the shaft portion into the hollow 
portion and the sleeve is a sleeve constituted by an integrally formed member or by previously integrating a plurality of 
pieces of formed body members divided by a face intersecting with the central axis of the roll. 
45 [001 9] Further, according to the present invention described in Claim 9. in a composite roll for cold-rolling a stainless 
steel strip or a silicon steel strip in which a core member and a sleeve are fitted together, the core member comprises 
steel, a material of the sleeve comprises a WC-Co series hard alloys having Young's modulus of 35000 kgf/mm 2 or 
more and a Co content of 12 through 50 weight % and a wall thickness of the sleeve is formed to be 3 % or more of a 
radius of the composite roll. 

so [0020] Further, according to the present invention described in Claim 10, in respect of the above-mentioned invention 
described in Claims 1 through 9, it is further specified that a ratio LTD of a length L of a barrel of the sleeve to a diameter 
D of the roll falls in a range of 2 through 10. 

[0021] Further, according to the present invention described in Claim 11, there is provided a composite roll for cold 
rolling in which a roll barrel comprises three or more of layers in shapes of concentric circles, an outermost layer is pro- 
55 vided with Young's modulus of 35000 kgf/mm 2 or more and a thickness of the layer of 3 % or more of a radius of the roll 
and an intermediate layer disposed between the outermost layer and a shaft core is provided with Young's modulus 
which is smaller than the >rbung's modulus of the outermost layer and larger than Young's modulus of the shaft core. 
[0022] Further, according to the present invention described in Claim 12, it is preferable that in respect of the above- 
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mentioned invention described in Claim 11, when the intermediate layer comprises two or more of layers, materials of 
the intermedial layers are arranged such that the more relatively outer side the layer is disposed, the higher Young's 
modulus is provided to the material. 

[0023] Further, according to the present invention described in Claim 13. in respect of these inventions described in 
5 Claim 1 1 and Claim 12, it is preferable that all of the outermost layer and the intermediate layers comprise a WC series 
hard alloys and the composition of the hand alloys is constituted such that the more relatively outer side the layer is dis- 
posed, the smaller an equivalent bond amount of a binder metal is constituted. 

Brief Description of Drawings 

w 

[0024] 

Fig. 1 is an outlook view of two pieces of hollow members used in the present invention according to Claim 1 
through Claim 8. 

is Fig. 2 is an explanatory view of a section cut along a central axis of a roll fabricated by the present invention accord- 
ing to Claim 1 through Claim 8. 

Fig. 3 is a graph showing a relationship between Young's modulus of a sleeve member and surface brightness of a 
cold-rolled steel strip. 

Fig. 4 is a {japh showing a relationship between a ratio of a sleeve member having high Young's modulus in respect 
20 of a radius of a roll and the radius of the roll. 

Fig. 5 is a graph showing a relationship between the ratio of the sleeve member having high Young's modulus in 
respect of the radius of the roll and surface brightness of a cold-rolled steel strip. 

Fig. 6 is a view for explaining dimensions L and t of a fit roll of the present invention according to Claim 9 and Claim 
10. 

25 Fig. 7 is a graph showing a relationship between a Co content in a WC-Co series hard alloys and impact resistance 
strength. 

Fig. 8 is a graph showing a relationship between the Co content in the WC-Co series hard alloys and Young's mod- 
ulus. 

Fig. 9 is a schematic view of a section of a barrel portion of a composite roll in the present invention according to 
so Claim 1 1 through Claim 1 3. 

Fig. 1 0 is a diag-am showing circumferential direction stress distribution at layer boundaries of the composite roll in 
the present invention according to Claim 1 1 through Claim 13. 

Pest Mode for Carrying Qut the Invention 

35 

[0025] A further detailed explanation will successively be given of an embodiment of the present invention described 
in Claim 1 through Claim 8 in reference to the drawings. 

[0026] Fig. 1 is an outlook view of hollow members constituting a sleeve used in the present invention and Fig. 2 is a 
sectional view cut along a central axis of a roll fabricated by the present invention. In the drawings, numeral 1 desig- 
40 nates a hollow member for constituting a sleeve, numeral 2 designates a cavity portion of the hollow member, numeral 
3 designates an integrated sleeve, numeral 4 designates a shaft portion and numeral 5 designates a side end ring, 
respectively. The material of the roll used in the present invention described in Claim 1 through Claim 8 is hard alloys 
powder comprising, for example, WC, TaC, TiC or the like. 

[0027] According to the present invention described in Claim 1 through Claim 8, when a material having a grain size 
45 rougher than a hard alloys powder used as a material for a conventional tool or the like is used, a packing density is 
promoted in a molding step, mentioned later and a mold body having high wear resistance and toughness can be 
formed. When WC is used for the material, a powder of WC mixed with Co (Co : 5 - 50 wt %) is used and it is preferable 
to use, for example, WC powder and Co powder having a diameter of 1 through 2um by mixing them under an inert 
atmosphere by using media comprising the prepared material (balls made of WC). In constituting a mold body (notation 
so 1 in the drawing) for constituting a hollow member by using powder of these hard alloys, a mold made of rubber, for 
example, a mold made of rubber which is constituted by double cylinders in pipe shapes comprising an outer cylinder 
having a predetermined diameter and an inner cylinder sharing a central axis of the outer cylinder in a depth (longitu- 
dinal) direction and having a diameter smaller than the diameter of the outer cylinder and which is constituted by a 
material having a thin wall and a material with high elongation and contraction strength, for example, rubber or the like, 
55 is used, in respect of the central axis of the inner cylinder in the longitudinal direction, a core rod having a diameter sub- 
stantially equivalent to the inner diameter of the inner cylinder is inserted into the central axis portion by similarly align- 
ing the central axes and the hard alloys powder of the material for the roll is packed into a space constituted by the inner 
wall of the outer cylinder and the outer wall of the inner cylinder to produce a sufficiently dense state by using, for exam- 
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pie, a hammer type packing machine. The rubber mold used here is used in normal cold isostatic press (CIP treatment) 
molcfing, the size of which is determined by the size of a product roll according to the present invention described in 
Claim 1 through Claim 8, which is constituted by. for example, an inner diameter of 200 through 600 mm of the outer 
cylinder of the double cylinders, an outer diameter of 100 through 500 mm of the inner cylinder and the depth (length in 

5 the longitudinal direction) of about 300 through 1500 mm and the rubber mold is featured in that it is more large-sized 
and longer than a sleeve of a roll constituted by conventional ultra hard material. Further, a rod, a hollow pipe or the like 
having a diameter substantially in correspondence with that of the shaft portion of the roll and comprising a material 
having high compressive strength is used tor the core rod. It is preferable that the outer periphery of the rubber mold is 
protected and fixed by, for example, a metal vessel to maintain a constant shape in packing the powder. It is preferable 

10 to use a vessel having a number of through holes on its wall face or the like such that uniform pressure is applied on 
the surface of a mold body that is packed and molded in carrying put the CIP treatment in later steps. Further, in packing 
the hard alloys powder into the mold, a sufficiently dense mold body can be constituted without particularly using wax, 
stearic acid, camphor or the like as a lubricant used by being mixed into packing powder in the conventional CIP mold- 
ing according to the present invention described in Claim 1 through Claim 8. After packing the hard alloys powder suf- 

15 f iciently densely, the core rod inserted into the central axis portion of the rubber mold is drawn out and a mold body of 
the rubber mold having a cavity portion (notation 2 in the drawing) at the central axis portion is constituted. The opera- 
tion of drawing out the core rod is preferable in bringing the surface of the central axis portion (cavity portion) and the 
surface of the outer peripheral portion of the mold body into a uniform pressing state substantially in compliance with a 
similarity rule. The mold body from which the core rod has been drawn out and in which the central axis portion consti- 

20 tutes a cavity is directly subjected to the CIP molding and the conditions are preferably, for example, 1 000 through 3000 
kgf/mm 2 and 5 through 60 minutes. Although it is preferable to carry out the CIP treatment since the dimensional accu- 
racy is improved and an amount of machining after preparatory sintering operation is reduced, "it may not be carried out. 
Although the mold body obtained by the CIP treatment after having being processed through the steps described 
above, is excellent in dimensional accuracy and is provided as a mold body as designed, a deformation caused by its 

25 own weight of the mold body and a deformation by shrinkage due to heating or the like is conceivable in the later pre- 
paratory sintering step. Hence, it is preferable in the preparatory sintering to use a jig of, for example, a core member 
made of graphite in consideration of prevention of such a deformation. Further, it is further preferable to use a reaction 
preventive agent of. tor example, boron nitride (BN) or the like by coating it on the surface of the jig in order to prevent 
unnecessary reaction at an interface where the jig and the mold body are brought into contact. The mold body which 

30 has been subjected to the CIP molding is subjected to the preparatory sintering. As preferable conditions, it is prefera- 
ble in view of preventing the above-descrbed deformation of the mold body to carry out the preparatory sintering in a 
vacuum furnace in which the mold body is heated in a state where the mold body is placed horizontally, that is, in a state 
where the central axis is substantially horizontal. As conditions of the preparatory sintering, for example, 550 - 800°C 
and about 1*3 hours are preferable. The mold body which has been subjected to the preparatory sintering is excellent 

35 in dimensional accuracy and even when a predetermined shaping by, for example, a diamond bit. a lathe or the like is 
needed, the mold body is provided with a strength capable of sufficiently withstanding the working. 
[0028] The present invention described in Claim 1 through Claim 8 is featured in that a sleeve constituted by an inte- 
grated mold body member or a sleeve integrated by bonding a plurality of pieces of mold bodies which have been sub- 
jected to preparatory sintering or preparatory sintering and shaping, is used and individual mold bodies are integrated 

40 by overlapping them in a state where central axes of faces intersecting with the central axes are aligned and by a 
method of press sintering or the like. In the case of the press sintering, pressing and sintering (regular sintering) may 
be carried out simultaneously or pressing may be carried out after regular sintering. In the case of a processing where 
pressing and sintering are simultaneously carried out, a CIP mold body or a mold body subjected to preparatory sinter- 
ing is machined, dimensional accuracy is improved, the mold body is set in a state where a plurality of pieces of portions 

45 are bonded together which is canned and subjected to HIP treatment. It is preferable to carry out the regular sintering 
and HIP treatment, for example, under an Ar atmosphere, with conditions of 1000 - 2000 kgf/mm 2 . 1100 - 1200°C. 0.5 
- 2 hours and holding further the mold body for 1 - 3 hours at 1300 - 1350°C. Or. a method of coating a binder on a 
bonding face is also preferable. Incidentally, Co, Ni, Cr or the like is preferable as a binder. 

[0029] When the pressing is carried out after the regular sintering, it is preferable to carry out the regular sintering by 
so fabricating a cylindrical member, a core member and upper and lower lids with high accuracy by machining a graphite 
mold material, setting sleeve members by overlapping them, maintaining an atmosphere of a vacuum furnace to 10" 3 - 
10 s mmHg by introducing a very small amount of hydrogen gas, holding the material for 0.5 • 2 hours at 1000 - 1 200°C 
and further holding the material for 1 - 3 hours at 1200 - 1350°C. The two stage heating is a measure for uniformly car- 
rying out shrinkage deformation in the sintering. The sintered body after regular sintering is provided with substantially 
55 94 - 98 % of the intrinsic specific weight and the HIP treatment is carried out by holding the mold body under an Ar 
atmosphere, with 1000 - 2000 kgf/mm 2 , at 1200 - 1350°C for 1 - 3 hours, 

[0030] According to the above-described two methods, the press sintering is carried out and the HIP treatment is car- 
ried out finally to integrate the hollow members and the treatment provides a result preferable in promoting the density 
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of the mold body and promoting adhesion performance at the bonded face. The sleeve of the integrated hollow member 
obtained by the press sintering, is preferably polished, ground further by machining as necessary, a shaft member of 
the roll is inserted and fitted into the cavity portion and these are fixed by a normal method of burn fit, cool f it(shrinkage 
fit) or the like Further, as the shaft member, a member fabricated by a normal process in which, for example, chromium 

5 steel, chromium molybdenum steel, high speed steel or the like is tempered, is used and a member having a diameter 
equivalent to the diameter of the cavity portion of the sleeve and having the length of about 1000 - 5000 mm, is used. 
Incidentally, as one example, physical properties of a part fabricated according to the above-described method by using 
a mixture of WC - 15 % Co are as follows. Hardness (HRA) is 86.0, the density is 13.8 g/cm 3 and transverse rupture 
strength is 210 - 250 kgf/mm 2 . A composite sleeve roll obtained in this way is a large-sized long roll having a thick wall 

w portion substantially at the central portion in the longitudinal direction of the shaft member and is used in forming or 
cold-rolling sheet member in the field of steel and nonferrous metal. 

[0031] Further, an explanation will be given of cold rolling of a stainless steel strip requiring high brightness as an 
embodiment utilizing other roll of the present invention described in Claim 9 through Claim 13. 
[0032] Firstly, the inventors have found that the surface brightness of a stainless steel product is controlled by the sur- 
fs face roughness of a steel strip after cold rolling, with regard to the surface roughness of the steel strip after cold rolling, 
a portion of the surface roughness of a steel strip before cold rolling (steel strip which has been annealed and pickled 
after hot rolling), remains after cold rolling and to provide a steel strip excellent in the surface brightness, recess por- 
tions on the surface of the steel strip present in starling the cold rolling are to be reduced during the rolling operation. 
[0033] However, rt is difficult to sufficiently bring protrusions on the surface of the roll into contact with the surface of 
20 the steel strip during cold rolling sufficiently to reduce the recess portions on the surface of the steel strip before cold 
rolling since in the case of a tandem cold mill using work rolls having large diameters, in comparison with a conventional 
small diameter roll mill, it is difficult to bring protrusions on the surface of the roil into contact with the surface of the steel 
strip sufficiently since a large amount of rolling oil is interposed between the roll and the steel strip. In order to deal with 
the situation, the inventors have discovered that it is effective to satisfy the following conditions (a) and (b). 

25 

(a) to make rolling oil difficult to be drawn between roll and steel strip such that it is drawn as less as possible. 

(b) to cause sufficient pressure between roll and steel strip. 

[0034] First it is found in respect of (a) that the cause for drawing the rolling oil between the roll and the steel strip is 
30 derived from hydrodynamic force exerting on the rolling oil, the force is significantly influenced by a bite angle and the 
larger the angle the more difficult is the rolling oil to be drawn. 

[0035] Hence, the inventors have paid attention to Young's modulus of the roll and reached a conclusion that the 
larger the Young's modulus of the roll, the more reduced is the flattening of the roll and as a result the larger the bite 
angle can be made and the more difficult the rolling oil is drawn. 

35 [0036] Hence, a mention will be given of a relationship between Young's modulus of the roll and the brightness of the 
surface of the steel strip after rolling. The inventors have measured the surface brightness of a cold-rolled stainless 
steel strip rolled by various rolls having different Young's modulus in accordance with JIS Z8741 "Brightness Measuring 
Method" (Gs20°). The result is evaluated in an order of excellence at five steps where glossiness of 950 or more is des- 
ignated by special A, 800 - 950 is designated by A, 600 - 800 is designated by B, 400 - 600 is designated by C and 400 

40 or less is designated by D. According to an experiment by the inventors, as shown by Fig. 3, it is found that while the 
brightness is promoted little by little when Young's modulus is increased from a value 21000 kgf/mm 2 of steel, when 
Young's modulus is equal to or larger than 35000 kgf/mm 2 , the higher the value the more excellent is the brightness and 
when it is 50000 kgf/mm 2 or more, further excellent brightness is resulted which is preferable. Incidentally, generally 
speaking, when Young's modulus is high, a kind of brrttfeness is frequently resulted and it is not preferable in view of 

45 strength of the roll to use a material having excessively high Young's modulus as a material for roll. For example, 
although WC series hard alloys is pointed out as a material having high Young's modulus, it is preferable to set Young's 
modulus to 56000 kgf/mm 2 or lower by making Co content (equivalent bond amount) 12 % a higher. 
[0037] Further, it has been confirmed that when Young's modulus is increased, in addition to the above-described 
effect, an effect of causing sufficient pressure specified in the above-described (b) is achieved as a result of increasing 

so pressure between the roll and the steel strp since a contact length between the roll and the steel strip is shortened. 
[0038] Now, when WC series hard alloys having high Young's modulus is used for a large diameter work roll as in a 
tandem cold mill as a material tor promoting the brightness, a roll integral with WC series hard alloys may be used, how- 
ever, there poses a problem where the cost is extremely increased. In order to resolve the problem, it is extremely effec- 
tive to adopt a composite roll where WC series hard alloys constitutes a material for an outer layer and a core portion 

55 is constituted by a material of steel base. However, when such a composite roll is used, it is conceivable that the flat- 
tening deformation of the roll during the rolling operation may be different from that in the case of the roil integrated with 
WC series hard alloys. The brightness of the surface of the steel strip after rolling significantly relates to the flattened 
roll radius and the wall thickness of the roll barrel outer layer needs to be an optimum value such that the flattening 
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deformation of the composite roll is not significantly different from that of the roil integrated with WC series hard alloys. 
When the wall thickness of the roll barrel outer layer is excessively increased, although the roll flattering can be made 
not different from that in the roll integrated with WC series hard alloys, yet the cost is increased and accordingly it is 
extremely important to set the wall thickness for making the function and the cost compatible with each other. 

5 [0039] The inventors have intensively studied in respect of the wall thickness of the outer layer of the composite roll 
using WC series hard alloys at the outer layer in view of the above-described points through FEM analysis and rolling 
experiments. According to Fig. 4, when the flattened roll radius of the roll comprized of monolithic body of WC series 
hard alloys having high Young's modulus (Young's modulus ; 51000 kgf/mm 2 ) is designated by notation R 1t a difference 
between a flattened roll radius R of a composite roll where the wall thickness of an outer layer is variously changed and 

w R 1 is represented by (R - FVj) x 1 00/Rj and a relationship between the ratio and a ratio of the wall thickness of the outer 
layer to the radius is shown. Further, Fig. 5 shows a relationship between the surface brightness of a cold-rolled steel 
strip and the ratio of the wall thickness of the outer layer to the racfius, similarly represented. As shown by Fig. 4 and 
Fig. 5, it has been found that while in the case of a roll integral with steel (Young's modulus ; 21000 kgf/mm 2 ) a differ- 
ence of the flattened roll radius from that of the roll comprized of monolithic body of WC series hard alloys is about 70 

is %. in respect of the flattened roll radius of the composite roll, when the wall thickness of the outer layer is about 3 % of 
roil radius, a difference of the flattened roll radius from that of the roll integral with WC series hard alloys is within 10 % 
and a sufficient effect can be achieved in respect of the brightness. Further, it has been also found that when the wall 
thickness of the WC outer layer is set to 1 0 % or more of the roll radius, a difference of the flattened roll radius from that 
in the case of the roll integral with WC series hard alloys can be made 2 % or less and higher effect can be achieved in 

20 respect of the brightness. Accordingly, the wall thickness of the WC outer layer is preferably 3% or more of the roll 
radius, more preferably, 10 % or more of the roil radius. 

[0040] Further, as a result of studying the relationship between the roll radius and the outer layer wall thickness by 
the inventors, it has been found that even when \bung*s modulus of the outer layer is changed, this relation remains 
substantially the same. 

25 [0041] Next, the inventors have studied in respect of a ratio LTD of a barrel length L to a diameter D of a fit roll. As a 
result, it has been found that as shown by Table 1 , when the ratio is excessively large, a danger of breaking the roll by 
bending the roll during the rolling operation is enhanced and therefore, the ratio needs to be a constant value or lower. 
According to the study of the inventors, the ratio is preferably 1 0 or less, more preferably 7 or less. Meanwhile, in rolling 
a steel strip by using the roll, L/D needs to be 2 or more in view of shape control capacity. Accordingly, a range of L/D 

30 is preferably 2 through 1 0, more preferably 2 through 7. Further, the barrel length L in the present invention is indicated 
by a length of a WC alloy sleeve shown by Fig. 6. 

[0042] Further, generally speaking, a material having extremely high Young's modulus is frequently a brittle material 
and it is not preferable in view of strength, particularly strength against impact to use a material having an excessively 
high Young's modulus as a material for roll. For example, it is known that in the case of WC series hard alloys as a mate- 

35 rial having high Yxing's modulus, WC-Co series hard alloys with Co as a binder metal is provided with high Young's 
modulus, excellent in transverse rupture strength and excellent also in impact resistance strength. The inventors have 
intensively studied on Co content in WC-Co series hard alloys mentioned above. As a result, it has been found that by 
making Co content 12 weight % (hereinafter, abbreviated as %) or more as shown by Fig. 7, durability against impact 
caused by strip pinch er or the like during the rolling operation is promoted. Further, it has also been found that although 

40 the higher the Co content the higher the impact resistance strength, when it is excessively high, as shown by Fig. 8, 
Young's modulus is decreased to 35000 kgf/mm 2 or less, the brightness is deteriorated and therefore, the Co content 
is preferably set in a range of 12 through 50 %. 

[0043] Meanwhile, when the roll is made composite in this way, a tensile stress is caused on a peripheral face on the 
inner diameter side under the outer layer of roll during the rolling operation due to discontinuity of Young's modulus at 

45 a boundary between the roll outer layer having high Young's modulus material and the shaft core made of steel and 
when the stress is increased to exceed a limit, it amounts to breakage of roll. Hence, the inventors have found that the 
stress can be alleviated by providing an intermecfiate layer made of a material having Young's modulus smaller than that 
of the outer layer and larger than that of the shaft core between the roll outer layer and the roll shaft core to alleviate the 
stress as shown by Fig. 9. Fig. 10 shows a radius drection distribution of the stress. As shown by Fig. 10, in the case 

so of a composite roll comprising two layers of an outer layer having high Young's modulus and a shaft core of steel that is 
the Conventional Example, large tensile stress is caused at an inner portion of the outer layer at a vicinity of a boundary 
between the outer layer and the shaft core which rs liable to cause breakage of roll. By contrast, by providing an inter- 
mediate layer according to the present invention, both of a tensile stress at a vicinity of a boundary between an outer 
layer and an intermediate layer and a tensile stress at a vicinity of a boundary between the intermediate layer and a 

55 shaft core are reduced more than that in the conventional case and the roll can be used stably without breakage. 

[0044] The inventors have studied further on a method of alleviating the tensile stress. Further, they have grasped 
that the tensile stress can further be alleviated by decreasing a difference between Young's moduli since the tensile 
stress is caused by the difference between Young's modulus of the roll outer layer and the intermediate layer. However, 
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when Young's modulus of the intermediate layer Is made near to Young's modulus of the roll outer layer, the difference 
between Young's moduli of the intermediate layer and the roll shaft core is increased and large tensile stress is exerted 
on the inner face of the intermediate layer. Hence, as a result of further study, the inventors have found that it is 
extremely effective to provide a plurality of layers of two layers or more for the intermediate layers in order to resolve 
5 such a phenomenon. 

[0045] Further, the inventors have found that when, for example, WC series hard aJloys is used as a material having 
high Young's modulus, the structure is extremely uniform and in respect of the surface roughness of roll which is set to 
low at an initial stage of rolling, the roughness is not increased as in steel base roll even when an amount of rolling is 
increased and wear is enlarged. In this case, WC series hard alloys is constituted by adding a single or a plurality of 
io kinds of an Ni base alloy, a Co base alloy, Tl, Cr and the like to WC (tungsten carbide) which is the major component. 
Further, by reducing an equivalent bond amount of Ni, Co. Ti, Cr or the like which is a binder metal, \bung's modulus 
gradually increases and tensile stress operated among layers is alleviated. 

[0046] Accordingly, when WC series hard alloys is used at the uppermost layer and the intermediate layer, it is pref- 
erable that in respect of the composition of hard alloys, the more relatively outer side the layer is. the more the equiva- 
15 lent bond amount of the binder metal is decreased. 

Examples 

(Embodiment 1) 

20 

[0047] Powder produced by mixing WC having a particle diameter of 3 through 5 urn with powder mixed with Co hav- 
ing a diameter of about 1 through 2 urn (Co : 15 wt%) for 2 days with balls made of WC as mixing media, is packed into 
a gap constituted by an outer cylinder and an inner cylinder of a double cylinder mold made of rubber where a core rod 
in a pipe-like shape having a diameter of about 1 80 mm and a length of 1 000 mm is inserted into a central axis portion 
25 of double cylinders having an inner diameter of the outer cylinder of about 400 mm and a depth thereof of 850 mm and 
an inner diameter of the inner cylinder of about 1 80 mm. A method of repeatedly carrying out steps of placing the rubber 
mdd on a hammer type packing machine, packing the powder by equal amounts and thereafter pressing the powder, 
is adopted in the packing operation. 

[0048] Next, the core rod is drawn and a mold body where the central axis portion is penetrated by a cavity is formed. 

30 In a similar manner, 2 pieces of the mold bodies are fabricated. The mold bodies are subjected to CIP treatment by 
holding them for 10 minutes at 2850 kgf/cm 2 . The mold body provided by the CIP treatment is a hollow member having 
an outer diameter of 330 mm. an inner diameter of 160 mm and a length of 730 mm, the surface, an inner face and a 
bond face thereof are further smoothed by machining to thereby finish to predetermined dimensions, two pieces of the 
hollow members are mounted to a core member made of graphite, a very small amount of hydrogen is introduced into 

35 a vacuum furnace and the member is subjected to primary sintering for 2 hours at 1 1 20°C under 1 0' 3 - 10" 5 mmUg. The 
primary sintered body is mounted further to a core member made of graphite and is subjected to secondary sintering 
for 2 hours at 1250°C. The sintered body is subjected to HIP treatment for 2 hours with 1000 kgf/cm 2 at 1330°C under 
an Ar atmosphere. The transverse rupture strength at the bond portion of the mold body which is a sleeve subjected to 
HIP treatment is 180 - 220 kgf/mm 2 . Further, the hardness is 86 - 88 HRA. 

40 [0049] Next, 5 % chromium steel is tempered, a shaft member portion having a diameter of about 140 mm and a 
length of about 3500 mm is inserted into the sleeve having an outer diameter of 280 mm, an inner diameter of 140 mm 
and a length of 1230 mm and a roll is constituted by machining. When a steel strip is rolled by using the roll, excellent 
thin sheet is obtained with no breakage of roll. 

45 (Embodiment 2) 

[0050] A steel strip of SUS 430 is used as a ferritic stainless steel strip, a hot-rolled strip is annealed and pickled, 
thereafter, work roll in each of which a WC series hard alloys sleeve and high alloy steel are fitted together are used as 
Invention Example 2 at a fifth stand of a 5 stand tandem cold mill and cold rolling is carried out from a thickness of 
so mother material of 4.0 mm to a f inish thickness of 1 .0 mm. Thereafter, the steel strip is subjected to finish anneaJing and 
picking and temper-rolled by an elongation ratio of 1 .0 %. With regard to the specification of the WC series hard alloys 
sleeve roll, as shown by Table 2, the outer diameter of the sleeve is 285 mm, the material of the outer layer is WC series 
hard alloys including 1 7 % of Co and with Young's modulus of about 52000 kgf/mm 2 and the wall thickness of the sleeve 
is 5 mm (3.5 % of roll radius). 

55 [0051] Further, as a Comparative Example, work rolls integral with WC series hard alloys including 17 % of Co and 
having the roll diameter of 285 mm is used at the fifth stand and cold rolling is carried out. Thereafter, the steel strip is 
subjected to finish annealing and pickling and temper-rolled by an elongation rate of 1 .0 % (Comparative Example 2a). 
[0052] Further, as other Comparative Example, WC composite work rolls having the roll diameter of 285 mm where 
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WC series hard alloys including 17 % of Co is built by a wall thickness of 2 mm by spraying it to a core member of high 
alloy steel, is used at the fifth stand and cold roiling is carried out Thereafter, the steel strip is subjected to finish anneal- 
ing and pickling and temper-rolled by an elongation rate of 1.0 % (Comparative Example 2b). 
[0053] Further, as Conventional Example 2, cold rolling is similarly carried out in respect of a case where work roils 

5 using normal 5 % Cr forged steel are used at all the stands of the 5 stand tandem cold mill. Thereafter, the steel strip 
is subjected to finish annealing and pickling and temper-rolled in an elongation rate of 1.0%. 
[0054] The surface brightness is measured in accordance with JIS Z8741 "Glossiness Measuring Method" (Gs 20°) 
with regard to the respective cold-rolled stainless steel strips obtained by the above-described methods. The result is 
evaluated by 5 stages in an order of excellence in which the Glossiness of 950 or more is designated by special A, 800 

to - 950 is designated by A, 600 - BOO is designated by B, 400 - 600 is designated by C and 400 or less is designated by 
D. The result is shown by Table 3. According to Table 3, the cold-rolled stainless steel strip that is rolled by using the 
sleeve fit roll according to the present invention is equivalent to the steel strip produced by using the roll integral with 
WC series hard alloys of Comparative Example 2a and is provided with brightness significantly superior to those of the 
steel strips produced in Comparative Example 2b and Conventional Example. 

is 

(Embodiment 3) 

[0055] A steel strip of SUS 304 is used as an austenrtic stainless steel strip, a hot-rolled steel strip is annealed and 
pickled, thereafter, work rolls in each of which a WC alloy sleeve and hot die steel are fitted together are used as Inven- 
20 tion Example 3 at all the stands of a 5 stand tandem cold mill and cold rolling is carried out from a thickness of mother 
material of 3.0 mm to finish a thickness of 0.98 mm. Thereafter, the steel strip is subjected to finish annealing and pick- 
ling, temper-rolled in an elongation ratio of 1.0 % and subjected to 1 pass of buffing of # 400. 

[0056] The specification of the WC alloy sleeve according to the Invention Example is shown by Table 4. As indicated 
in an upper column of the table, the sleeve is made of WC series hard alloys including 20 % of Co and having Young's 

25 modulus of about 50000 kgf/mm 2 and the wall thickness of the sleeve is about 1 0 % of roll radius. 

[0057] Further, as Comparative Example 3, work rolls in each of which a core member of hot die steel is fitted to a 
WC series hard alloys sleeve are used at the fifth stand and cold rolling is carried out. Thereafter, the steel strip is sub- 
jected to finish annealing and pickling, temper-rolled by an elongation ratio of 1 .0 % and is subjected to 1 pass of buffing 
of # 400 (Comparative Example 3) . 

30 [0058] The specification of the sleeve in the Comparative Example is 6hown at a lower column of Table 4. The sleeve 
is made of WC series hard alloys including 1 7 % of Co. 28 % of Ni and 7 % of Cr and having Young's modulus of 33000 
kgf/mm 2 and the wall thickness is about 10 % in the ratio of roll radius. 

[0059] Further, as Conventional Example 3, normal 5 % Cr forged steel is used at all the stands of a 5 stand tandem 
cold mill and Young's modulus is about 21000 kgf/mm 2 . Cold rolling is similarly carried out in respect of a case where 
35 the work rolls are used. Thereafter, the steel strip is subjected to finish annealing and pickling, temper-rolled by an elon- 
gation ratio of 1.0 % and is subjected to 1 pass of buffing of # 400. 

[0060] With regard to the respective cold-rolled stainless steel strips obtained by the above-described methods, the 
surface brightness is measured and evaluated similar to Example 2. The result is shown summerizingly in Table 5. 
According to Table 5, the cold-rolled stainless steel strip rolled by using the sleeve fit roll according to the present inven- 
40 tion is provided with brightness extremely superior to those of the steel strips produced in Comparative Example 2 and 
Conventional Example. 

(Embodiment 4) 

4s [0061] A SUS 304 steel strip is used as an austenite series stainless steel strip, a hot-rolled steel strip is annealed 
and picked, thereafter, as Invention Example 4, work rolls constituted by rolls in each of which a WC series hard alloys 
sleeve and a core member of 5 % Cr forged steel are fitted together, are used at a third stand of a 5 stand tandem cold 
mill and cold rolling is carried out from a thickness of mother sheet of 3.0 mm to a finish thickness of 0.98 mm. In this 
case, reduction ratio of respective stands are adjusted in respect of 2 levels of 20 % and 30 % in the reduction ratio of 

so the third stand. Thereafter, the steel strip is subjected to finish annealing and pickling, temper-rolled by an elongation 
ratio of 1 .0 % and subjected to 1 pass of buffing of # 400. As shown by Table 6 and Table 7, according to the sleeve of 
the Invention Example, a material of a sleeve outer layer is WC series hard alloys including 20 % of Co and having 
Young's modulus of about 50000 kgf/mm 2 and a wall thickness of the sleeve is about 10 % of the roll radius. Under the 
condition, the size of the roll is changed by 2 levels of a case where the sleeve diameter is 231 mm, the roll barrel length 

55 Lis 1 500 mm and a ratio LTD in respect to the roll diameter D is 6.5 (Invention Example 4a) and a case where the sleeve 
diameter is 155 mm, the roll barrel length L is 1500 mm and the ratio LTD in respect to the roll diameter D is 9.7 (Inven- 
tion Example 4b). 

[0062] Further, as Comparative Example 4, work rolls in each of which a sleeve in which the material of an outer layer 
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is WC series hard alloys of WC - 20% Co as shown by Table 6, the wall thickness is 7 mm (radius ratio ; 10 %). the 
sleeve diameter is 135 mm and the roll barrel is 1500 mm (L/D = 1 1 .1) and a core member of 5 % Cr forged steel are 
fitted together, are used at the third stand and cold rolling is carried out. Thereafter, the steel strip is subjected to finish 
annealing and pickling, temper-roiled by an elongation ratio of 1 .0 % and is subjected to 1 pass of buffing of # 400. 
5 [0063] Further, as a Conventional Example, cold rolling is also carried out similarly in a case where work rolls using 
normal 5 % Cr forged steel and having Young's modulus of about 21000 kgf/mm 2 are used for all the stands of the 5 
stand tandem cold mill. Thereafter, the steel strip is subjected to finish annealing and picWing, temper-rolled by an elon- 
gation ratio of 1.0 % and is subjected to 1 pass of buffing of # 400. 

[0064] With regard to the respective cold-rolled stainless steel strips provided as described above, the surface bright- 
w ness is measured and evaluated similar to Embodiment 2 and breakage of roll during the rolling operation is also inves- 
tigated. The result is shown by Table 7. According to Table 7, a result significantly superior to the steel strip produced 
in the Conventional Example is provided in each of the cold-rolled stainless steel strips produced by the rolling rolls 
according to the present invention. Particularly, no breakage of roll is caused in the Invention Example 4a where L/D = 
7 or less even with the reduction ratio of 30 % or more. 

15 

(Embodiment 5) 

[0065] A SUS 304 steel strip is used as an austenitic stainless steel strip, a hot-rolled steel strip is annealed and pick- 
led and thereafter, work rolls in each of which a WC series hard alloys sleeve and hot die steel are fitted together are 

20 used as Invention Example at a fifth stand of a 5 stand tandem cold mill and cold rolling is carried out from a thickness 
of mother sheet of 3.0 mm to a finish thickness of 0.98 mm. In this case, the reduction rate of the fifth stand is set to 20 
%. Thereafter, the steel strip is subjected to finish annealing and pickling, temper-roiled in an elongation ratio of 1 .0 % 
and is subjected to 1 pass of buffing of # 400. In this case, in respect of the WC series hard alloys sleeve, the wall thick- 
ness is set to about 3 % in the ratio to the roll radius and the content of Co is varied from 6 % to 55 %. 

25 [0066] Further, as a Conventional Example, cold rolling is carried out similarly in a case where work rolls using normal 
5 % Cr forged steel and Young's modblus of about 21000 kgf/mm 2 are used at all the stands of the 5 stand tandem cold 
mill. Thereafter, the steel strip is subjected to finish annealing and pickling, temper-rolled in an elongation ratio of 1 .0 % 
and is subjected to 1 pass of buffing of # 400. 

[0067] In the above-described cold rolling, as an investigation on the strength against impact, an investigation is car- 
30 ried out on presence or absence of roll breakage caused by strip thickness variation in the case of strip pinch er or pass- 
ing of a weld point at the fifth stand. Further, with regard to the respective cold-rolled stainless steel strips obtained, the 
surface brightness is measured and evaluated similar to Embodiment 2. According to a result shown by Table 8, excel- 
lent brightness significantly superior to those of the steel strips produced by the Comparative Example and the Conven- 
tional Example is achieved by the cold-rolled stainless steel strip rolled by fit rdls according to the present invention 
55 having the wall thickness of 3 % or more of roll radius, Co content of 12 through 50 % and Young's modulus of 35000 
kgf/mm 2 or more and further, the stress against impact is high and no breakage is caused. 

(Embodiment 6) 

40 [0068] A SUS 430 steel strip is used as a ferrite group stainless steel strip, a hot-rolled steel strip is annealed and 
pickled, thereafter, as an Invention Example, composite work rdls each comprising 3 layers in which a shaft core is 
made of 5 % Cr forged steel, an outermost layer is made of WC series hard alloys of Co 1 7 % having Young's modulus 
of 52000 kgf/mm 2 , an intermediate layer is made of WC series hard alloys of Co 40 % having Young's modulus of about 
39000 kgf/mm 2 , the diameter is 285 mm, a wall thickness of the outermost layer is 5 mm (3.5 % of roll radius) and a 

45 wall thickness of the intermediate layer is 4 mm, are used at a fifth stand (rdl diameter 0 ; 285 mm) of a 5 stand tandem 
cold mill and cold rolling is carried out from a thickness of the hot-rolled steel strip of 4.0 mm. In this case, the reduction 
ratio at the fifth stand is set to 3 levels of 20 %, 30 % and 40 %. Thereafter, the steel strip is subjected to finish annealing 
and pickling and is temper-rolled in an elongation ratio of 1 .0 %. (Invention Example 6a) 

[0069] Further, as other Invention Example, composite work rolls each comprising 4 layers in which a shaft core is 
so made of 5 % Cr forged steel, an outermost layer is made of WC series hard alloys of Co 1 7 % having Young's modulus 
of 52000 kgf/mm 2 , an intermediate layer (intermediate layer 1) on the outer side is made of WC series hard alleys of Co 
30 % having Young's modulus of about 44000 kgf/mm 2 , an intermediate layer (intermediate layer 2) on the inner side is 
made of WC series hard alloys of Co 50 % having Young's modulus of 35000 kgf/mm 2 , the diameter is 285 mm, a wall 
thickness of the outermost layer is 5 mm, a wall thickness of the intermediate layer 1 is 4 mm and a wall thickness of 
55 the intermediate layer 2 is 3 mm, are used at the fifth stand and cold rolling is carried out Thereafter, the steel strip is 
subjected to finish annealing and pickling and is temper-rolled in an elongation ratio of 1 .0 %. (Invention Example 6b) 
[0070] Meanwhile, as a Comparative Example, integral work rolls each comprising WC series hard alloys including 
1 7 % of Co and having the roll diameter of 285 mm are used at the fifth stand and cold rolling is carried out. Thereafter, 
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the steel strip is subjected to finish annealing and picking and is temper-rolled in an elongation ratio of 1 .0 % (Compar- 
ative Example 6a). 

[0071] Further, integral work rolls ach comprising WC series hard alloys including 1 7 % of Co, 28 % of Ni and 7 % 
of Cr having Young's modulus of 33000 kgf/mm 2 are used at the fifth stand and cold rolling is carried out Thereafter. 
5 the steel strip is subjected to finish annealing and pickling and is temper-rolled in an elongation ratio of 1 .0 %. (Com- 
parative Example 6b). 

[0072] Further, composite work rolls each comprising 2 layers in which a shaft core is made of 5 % a forged steel, 
an outermost layer is made of WC series hard alloys of Co 1 7 % having Young's modulus of about 52000 kgf/mm 2 , the 
diameter is 285 mm and the wall thickness of the outer layer is 5 mm. are used at the fifth stand and cold rolling is car- 
lo ried out Thereafter, the steel strip is subjected to finish annealing and pickling and is temper-rolled in an elongation 
ratio of 1 .0 % (Comparative Example 6c). 

[0073] Further, as a Conventional Example, cold rolling is carried out similarly in a case where work rolls using normal 
5 % Cr forget steel are used at all the stands of the 5 stand tandem cold mill. The specifications of the fifth stand rolls 
in the respective examples mentioned above are shown by Table 9. 

16 [0074] The surface brightness of the cold-rolled stainless steel strips are measured by JIS Z8741 "Glossiness Meas- 
uring Method" (Gs 20°) and evaluated by 5 stages in an order of excellence in which the Glossiness of 950 or more is 
designated by special A, 800 - 950 is designated by A, 600 - 800 is designated by B. 400 - 600 is designated by C and 
400 or less is designated by D. According to a result shown by Table 10, the cold-rolled steel strips produced by using 
the rolling rolls of the present invention, are equivalent to the steel strip produced by using the roll integral with WC 

20 series hard alloys of Comparative Example 6a and is provided with the brightness which is significantly superior to 
those of the steel strips produced by Comparative Examples 6b, 6c and Conventional Example. 
[0075] Further, also in respect of the strength of roll, no breakage of roll is caused and excellent result is obtained 
even with a reduction ratio higher than those in the cases of Comparative Example 3 and Comparative Example 4. 
[0076] By contrast, according to the Conventional Example, heat streak (seizure defect) is caused on the surface of 

25 the rolled material and on the surface of the roll at a reduction ratio of 30 % or more and the surface brightness is failed. 

(Embodiment 7) 

[0077] Annealing for hot-rolled sheet is carried out in respect of a hot-rolled steel strip for grain-oriented silicon steel 
30 including C : 0.045 %, Si : 3.35 %, Mn : 0.065 %, Se : 0.01 7 % and Sb : 0.027 % having a thickness of 2.5 mm at 1000°C 
for 30 seconds, the annealed steel strip is subjected to cold rolling to a thickness of 0.64 mm after pickling and succes- 
sively subjected to an intermediate annealing at 980° C for 90 seconds by which 4 kinds of samples A, B, C and D are 
prepared. Thereafter, surfaces of the samples A and C are ground in parallel with the rolling Direction by using a grind- 
ing belt having a grain sized of # 100. The samples B and D stay as annealed by the intermediate annealing. 
35 [0078] The samples are finished to a final strip thickness of 0.23 mm by a 3 stand tandem mill provided with rolling 
rolls having the roll diameter of 350 mm and the roll surface roughness of 0.1 urn Ra by using a rolling oil having the 
viscosity of 8 cst/50°C and the concentration of 3 % at a final stand rolling speed of 1000 mpm. The reduction ratio at 
the final stand is set to 20 %. 

[0079] In respect of coils A and B, as one Invention Example, WC composite rolls shown by Table 1 1 are used and in 
40 respect of coils C and D, as a Comparative Example, conventional high alloy steel rolls are used. A result of measuring 
the average surface roughness (Ra) of a strip subjected to the final stand rolling speed of 1000 mpm is shown by Table 
12 in respect to samples as rolled. As is apparent from Table 12. the samples A and B obtained by using the rolls of the 
Invention Example are provided with surface conditions superior to those of the samples C and D which are Conven- 
tional Examples. Although according to the sample B, grinding by the grinding belt has not been carried out after the 
45 intermediate annealing, the surface roughness of the steel strip as rolled is a little smaller and more excellent than that 
in the case where the steel strip is rolled by high alloy steel rolls and ground. 

[0080] Further, a result of investigating a trimming amount at both end edge portions of sheet width necessary for 
producing a material requiring a deviation of 5 urn in respect of the product sheet thickness with regard to the samples 
as rolled is shown by Table 12. As shown by Table 12. it is known that compared with the samples C and D which are 

so Comparative Examples, according to the samples A and B which have been rolled by using the rolls of the present 
invention, the edge drop is small, the trimming amount is reduced and the yield is promoted. 
[0081] Further, Table 12 shows an average value of a result of measuring a texture of a surface layer in respect of the 
sample A produced by the rolls of the present invention and the sample C produced by the high alloy steel rolls of the 
Conventional Example which are subjected to decarburization annealing after cold rolling. As shown by Table 12, it is 

55 found that (110) intensity of the texture of the sample A produced by the rolling rolls of the present invention is larger 
than that of the sample C in the Conventional Example. This is ascribed to that in the rolling by using the WC rolls, 
Young's modulus of the WC roll is high and therefore, and an amount of oil introduced into the roll bite is decreased and 
the friction coeff icient is increased to a degree twice as much as that in the case of the high alloy steel rolls and there- 
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fore, an amount of shear deformation is increased in the surface layer of the strip. Goss orientation crystal grains are 
formed there and the aggregation degree is promoted. Further,{1 10) <001 >oriented crystal yains are grown by the fin- 
ish annealing thereafter and as shown by Table 12, the magnetic properties are also promoted. 

5 (Embodiment 8) 

[0082] An electromagnetic steel strip (sheet thickness ; 2.6 mm) is used, the steel strip is pickled, thereafter, compos- 
ite rolls in each of which an outer periphery of the roll that is the present invention, is made of tungsten carbide series 
hard alloys including 20 weight % of nickel with the balance of tungsten carbide and is provided with a wall thickness of 
10 20 mm (9.3 - 1 0.5 % of roll radius) and cold die steel is used for a shaft core and the outer periphery and the shaft core 
are f itted together, are used as work rolls at all the stands (work roll rJameter ; 380 - 430 mm) of a 4 stand tandem cold 
mill and high speed rolling is carried out while supplying a rolling oil of a synthetic ester group emulsion at 60 °C , with 
a concentration 2 % and an average particle size of 3 by a circulating oil supply system to a finish thickness of 0.5 
mm. 

15 [0083] Further, as a Comparative Example, a hot-rolled steel strip (sheet thickness ; 2.6 mm) of the same kind is used, 
the steel strip is pickled, thereafter, composite rolls in each of which an outer periphery thereof is made of tungsten car- 
bide series hard alloys including 8 weight % of nickel with the balance of tungsten carbide and is provided with a wall 
thickness of 10 mm (4.6 % - 5.2 % of roll radius), a shaft core thereof is made of cold die steel and the outer periphery 
and the shaft core are fitted together, are used as work rolls at all the stands of the tandem cold mill and the steel strip 
20 is rolled to a final thickness of 0.5 mm similar to the above-described. 

[0084] Further, as a Conventional Example, a hot-rolled steel strip (sheet thickness ; 2.6 mm) of the same kind is 
used, the steel strip is pickled, thereafter, work rolls made of conventional high alloy steel are used at all the stands of 
the tandem cold mill and the steel strp is rolled to a final thickness of 0.5 mm similar to the above described. 
[0085] Breakage situation of roll is observed during the cold rolling operation, after cold rolling, samples are sampled 
25 from steel strips, wear powder remaining on the surface of the steel strips is measured, further, the steel strips are 
rewound, the surface is observed and presence or absence of oil burn is investigated. Further, according to Table 13 in 
which nonuniformrty such as oil burn, oil stain or the tike on the surface of the steel strips is investigated after annealing 
the steel strips by a continuous annealing line having an alkaline electrolytic cleaning step, when cold rolling is carried 
out by using the work rolls of the Invention Example, an amount of wear powder remaining of the surface of the steel 
30 strip after rolling is significantly small, oil burn is not caused, and nonuniformrty such as oil stain or the like is not caused 
on the surface of the steel strip after continuous annealing. Meanwhile, according to Comparative Example, although 
an amount of wear powder remaining on the surface of the steel strips after rolling is significantly small and oil burn is 
not caused, a portion of the roll is broken, a defect is caused on the surface of the steel sheet, the breakage is enlarged 
thereafter and rolling is stopped. According to Conventional Example, the amount of wear powder remaining on the sur- 
ds face of the steel strip after rolling is large, oil burn is caused at a final portion of the rolled steel strip and nonuniformrty 
of oil stain is caused on the surface of the steel strip after continuous annealing. 



TABLE 1 



UD 


1.5 


2.0 


5.0 


7.0 


8.5 


10.0 


11.0 


Breakage of roll at reduction ratio 20% 


O 


O 


o 


O 


o 


O 


X 


Breakage of roll at reduction ratio 40% 


O 


o 


o 


O 


X 


X 


X 


Shape control capacity 


X 


A 


o 


o 


O 


O 





[0066] Reduce annealed of material of SUS 304 by 1 pass 

Symbols in roll breakage 
so O : Not broken 
X: Broken 

Symbols in shape control capacity 
O : Shape control capacity is excellent 
a : Shape control is feasible 
55 X : Shape control is not feastole 
- : Rolling is not feasible 
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TABLE 2 



Spec of *3 stand in invented example 


Roll dia. 


285mm 


Kind of roll 


WC composite sleeve fitted with shaft cor 


e of high alloy ste 


el 


Outer layer of 
composite sleeve 


Material 


Young* modules 


Wall thickness 


Wall thickness/ 
roll radius 




WC-17%Co 


52000kgftnm 2 


5mm 


3.5% 


Inner layer of 


Material 


Young 1 modules 


Wall thickness 




composite sleeve 


Mild steel 


2lOOOkgf7mm z 


10mm 





TABLE 3 



Rolled material: SUS 430 Mother plate thickness/Tinish trvckness;4.0mnV1.0mrn 
5 stand tandem cold mill 





Stand 


Roll dia. (mm) 


L/D 


Roll material 


Young* modulus 
(kgf/mm 2 ) 


Determination of 
surface brightness 
of Product strip 


Invented example 2 


1-4 


540 


3.3 


5%Cr forged steel 


21000 


A 


5 


285 


5.0 


Described in 
Table 2 


52000 


Comparative 
Example 2a 


1-4 


540 


3.3 


5%Cr forged steel 


21000 


A 


5 


285 


5.0 


WC-17%Co mon- 
olithic roll 


52000 


Comparative 
Example 2b 


1-4 


540 


3.3 


5%Cr forged steel 


21000 


C 


5 


285 


5.0 


Roll sprayed with 
WC-17%Co by 
2mm wall thick- 
ness 


52000 


Conventional 
Example 


1-5 


540 


3.3 


5% Cr forged 
steel 


21000 | 


D 
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TABLE 4 



9 


Roll spec, of Invented example and Comparative Example 




Invented 


Roll dia. 


540mm, 285mm' 


10 


example 3 


Kind of roll 


WC composite sleeve fitted with shaft core of hot die steel 










Material 


Young 1 


Wall 


Wall thickness/ 


15 










modulus 


thickness 


roll radius 






Outer layer 


0540mm 


WC-20%Co 


50000kfg/mm 3 


27mm 


10% 


20 




of composite 
sleeve 


0285mm 






14mm 






Comparative 


Roll dia. 


540mm, 285mm 


25 


Example 3 


Kind of roll 


WC composite sleeve fitted with shaft core of hot die steel 










Material 


Young 1 


Wall 


Wall thickness/ 


30 










modulus 
kgtfmm 2 


thickness 


roU radius 






Outer layer 


0540mm 


WC-17%Co 


33000kgffmm 2 


27mm 


10% 


35 




of composite 
sleeve 


0285mm 


-28%Ni 
-7%Cr 




14mm 





40 



TABLE 5 



Rolled material: SUS304 Mother plate thickness/finish thickness : 3.0mm/0.98mm 
5 stand tandem cold mill 





Stand 


Roll da. (mm) 


IVD 


Roll material 


Young' modulus 
(kgf/mm 2 ) 


Determination of 
surface brightness 
of product strip 


Invented example 
3 


1-4 


540 


2.9 


Described in 


50000 


Special A 


5 


265 


4.5 


Table 4 


Comparative 
Example 3 


1-4 


540 


2.9 


Described in 
Table 4 


33000 


C 


5 


285 


4.5 
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TABLE 5 (continued) 





Rolled material: SUS304 Mother plate thickness/finish thickness : 3.0 mm/0 .98mm 
5 stand tandem cold mill 


5 




Stand 


Roll dia. (mm) 


LTD 


Roll material 


>bung' modulus 
(kgt/mm 2 ) 


Determination of 
surface brightness 
of product strip 




Conventional 
Example 




540 


2.9 


5%Cr forged steel 


21000 


D 


10 


5 


285 


4.5 









TABLE 6 



Roll spec, of Invented example and Comparative Example 


Sleeve material : WC-20Co 

Wall thickness of sleeve : Roll radius 10% 




Roll barrel length : 1500mm 


Arbor material : 5%Cr forged steel 


WC roll outer layer fitted with 5% Cr forged steel 





TABLE 7 



so 


Rolled material: SUS 304, (3. 0/0. 98mm), 5 stand tandem cold mill 




Roll cfia. (mm) 


UD 


3 std. Breakage of roll at reduction 
ratio of 20% 


3 std. Breakage of roll at reduction 
ratio of 30% 


ss 








Presence or 
absence of 
breakage 


Determination 

of surface 
Brightness of 
product strip 


Presence or 
absence of 
breakage 


Brightness sur- 
face brightness 
of product strip 




Invented Exam- 
ple 4a 


231 


6.5 


None 


B 


None 


A-B 


40 


Invented Exam- 
ple 4b 


155 


9.7 


None 


B 


Present 






Comparative 
Example 4 


135 


11.1 


Present 




Present 




45 


Conventional 
Example 


231 


6.5 


None 


D 


None 


D 



so 
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10 



15 



20 



25 



30 



s 

m 

< 



40 



50 



1 


21000 


O 


Q 




33000 


O 


O 




35000 


o 


u 


o 


39000 


o 


CJ 


o 


1 


o 


DO 


a 


47000 


o 


03 


r* 


S 

s 


o 


CQ 


o 


50000 


o 


< 




52000 


o 


< 




56000 


o 


SpeeitI A 


o 


58000 


X 


Special A | 




00009 


X 


m 

'G 

& < 

(/> 




o 
o 
o 
r* 
«o 


X 


i< 


6 i 
"5 I 


3 

1, 

> ei 


Roll breakage 


Brightness of product 
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TABLE 11 



Roll dia. 


350mm 


Composition of sleeve made of WC alloy 


WC-20wt%Co (Young* modulus rSOOOOkgt/mm 2 ) 


Thickness composition of sleeve made of WC alloy 


50mm (per roll radius) 


Shaft core material 


SKD1 1 (Cold die steel) 



TABLE 12 





Present invention 


Conventional Example 


Sample 


A 


B 


C 


D 


Average roughness 


0.15 


0.20 


0.25 


0.55 


of steel sheet 










surface after 










tandem rolling . 










Ra(uxn) 










Trimming 


7.5 


15.0 


amount(mro) 










h\Sh> 


LI 




0.8 




W,7/»(W/kg) 


0.87 




0.92 




Bt(T) 


1.92 




1.90 
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w 



15 



20 



30 



35 



40 



45 



50 



S3 

8 



I 

c 


uniformity of steal strip 
surface after continues 
annealing 


1 


None 


Occurred 


1 Occurrence of heat 


streak after rolling 


g 

1 


None ! 




Occurred 


Amount of iron removing 
on surface of ship after 
rolling 
( mg/mm J ) 


O 
CN 






£ 
1 




Not broken 


Broken 1 




Not broken 


1 

•a 
*c 

u 


Roll material 


Outer periphery : 
Tungsten carbide 
80%+ 
20%Nickel 
(Wall thickness : 
20mm) 
Shaft core: 
Cold die steel 


Outer periphery : 
Tungsten carbide 
92%+ 
8%Nickel 
(Wall thickness: 
20mm) 
Shaft core: 
Cold die steel 


Alloy steel 


Roll dta. 
(mm) 


o 

€J\ 

co 


o 


O 

rO 

-<r 


o 
oo 

CO 


o 

o\ 
ro 


o 

-w 


o 

CO 


O 
OO 
CO 


O C3 
CO TT 


CO 

t 


o 
oo 

CO 


Stand 
No. 






CO 






CM 


CO 




«— CM 


CO 




Kind of steel 


Electro- 
magnetic steel 
sheet 




Invented 
example 


1 Comparative 1 


Example 


1 

— o 

1 I 

0 w 
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Industrial ftppiiqabjiitv 

[0087] The composite sleeve roll of the present invention described in Claims 1 through 8 is accompanied by little 
strain and is comparatively long, and according to the fabrication method of the present invention, a composite sleeve 
5 roll in which no strain is caused in the material even when a sleeve made of hard alloys is subjected to heat treatment 
and which is large-sized, long, having high hardness and high \bung's modulus and excellent in wear resistance can 
be fabricated with excellent operational performance. 

[0088] Further, as has been explained, according to the present invention described in Claims 9 and 1 0, there is pro- 
vided a fit roll in which a sleeve member is made of WC-Co series hard alloys having Young's modulus of 35000 
10 kgf/mm 2 or more and Co content of 1 2 though 50 weight % and is provided with a wall thickness of 3 % or more of roll 
radius and therefore, a cold-rolled stainless steel strip or a bright finish steel strip having little edge drop and extremely 
excellent in surface brightness or a silicon steel strip having little surface roughness and excellent in magnetic proper- 
ties can be rolled without causing breakage of roll. 

10089] Further, according to the present invention described in Claims 9 and 10. the ratio LTD of the length L of the 
is barrel of the sleeve to the roll diameter D is determined to be in a range of 2 through 1 0 by which the strength against 
bending of the roll barrel can be promoted. 

10090] Further, according to the present invention described in Claims 9 and 10, the flattening deformation of the roll 
can be made to be a degree the same as that of an integral roll even in a fit roll and accordingly, the contact arc length 
of the roll bite is shortened, the rolling load is reduced and efficient rolling can be carried out. 

20 [0091] Further, as has been explained, according to the present invention described in Claims 1 1 though 13. by con- 
stituting a composite roll comprising the outermost layer having Young's modulus of 35000 kgf/mm 2 or more and the 
wall thickness of 3 % or more of roll radius, the shaft core, and the intermediate layer having Young's modulus smaller 
than that of the outermost layer and larger than that of the shaft core, a cold-rolled stainless steel strip or a bright finish 
steel strip having little edge drop and extremely excellent in surface brightness or a silicon steel strip having little surface 

2s roughness and excellent in magnetic properties can be rolled without causing breakage of roll. Further, when the inter- 
mediate layer comprises 2 layers or more, by arranging the layers such that Young's modulus of the layer on the outer 
side is larger than M?ung's modulus of the layer on the inner side, danger of breaking roll can further be reduced. 
[0092] Further, according to the present invention described in Claims 1 1 through 13, the peripheral direction stress 
at the layer boundaries can be reduced by adjusting Young's modulus and accordingly, compared with a composite roll 

30 comprising only the shaft core and the roll outer layer, more reduction can be achieved and efficient rolling can be car- 
ried out. 

[0093] Further, by carrying out cold rolling by using the roils of the present invention described in Claims 1 through 
13, occurrence of wear powder can be restrained, nonunrformrty is not caused on the surface of the steel strip after 
annealing and the steel strip with surface cleanness more excellent than that of the conventional strp can be achieved. 
ss [0094] Further, the composite roll according to the present invention achieves excellent effect not only in cold rolling 
of a stainless steel strip, a silicon steel strip or a bright finish steel strip but also in rolling of an ordinary steel strip 

Claims 

40 1. A composite sleeve roll which is a roll in which a sleeve having a hollow portion of an inner diameter substantially 
equivalent to a diameter of a shaft portion arranged at a surrounding of the shaft portion with the shaft portion as 
a central axis is fixed to the shaft portion by inserting and fitting the shaft portion into the hollow portion, character- 
ized in that the sleeve is an integrally formed sleeve or a sleeve constituted by previously integrating a plurality of 
pieces of formed body members divided by a face intersecting with the central axis of the roll. 

45 

2. The composite sleeve roll according to Claim 1 , wherein a sleeve provided by subjecting a powder of hard alloys to 
a cold isostatic press (OP) molding is used. 

3. The composite sleeve roll according to Claim 2, wherein the hard alloys is a mixture of WC and Co. 

50 

4. The composite sleeve roll according to any one of Claim 1 through Claim 3. wherein the sleeve is integrated by sub- 
jecting the plurality of pieces of mold body members to a sintering treatment and/or a hot isostatic press (HIP) by 
substantially aligning central axes thereof. 

i A method of fabricating a composite sleeve roll which is a roll in which a sleeve having a hollow portion of an inner 
diameter substantially equivalent to a diameter of a shaft portion arranged at a surrounding of the shaft portion with 
the shaft portion as a central axis is fixed to the shaft portion by inserting and fitting the shaft portion into the hollow 
portion, characterized in that an integrally formed sleeve or a sleeve constituted by previously integrating a plurality 



22 



EP 0 913 212 A1 



of pieces of formed body members divided by a face intersecting with the central axis is fitted and fixed to the shaft 
portion. 

6. The method of fabricating a composite sleeve roll according to Claim 5, wherein a sleeve provided by subjecting a 
5 powder of hard alloys to a cold isostatic press (CIP) molding is used. 

7. The method of fabricating a composite sleeve roll according to Claim 5 or Claim 6, wherein the hard alloys is a mix- 
ture of WC and Co. 

w 8. The method of fabricating a composite sleeve rolf according to any one of Claim 5 through Claim 7, wherein the 
sleeve is integrated by subjecting the plurality of pieces of mold body members to a sintering treatment and/or a hot 
isostatic press (HIP) by substantially aligning central axes thereof. 

9. The composite roll for cold rolling according to any one of Claim 1 thorough Claim 4, wherein in a composite roll for 
15 cold rolling where a core member and a sleeve are fitted together, the core member comprises steel, the sleeve 

member comprises a WC - Co series hard alloys having Young's modulus of 35000 kgf/mrrr* or more and a content 
of Co of 12 - 50 weight % and a wall thickness of the sleeve is 3 % or more of a radius of the composite roll. 

1 0. The composite roll for cold rolling according to any one of Claim 1 , 2, 3, 4 and 9, wherein a ratio UD of a length L 
20 of a barrel of the sleeve to a diameter D of the roll falls in a range of 2 through 10. 

1 1 . The composite roll for cold rolling according to any one of Claim 1 through Claim 4, wherein a barrel of the roll com- 
prises three or more of layers in shapes of concentric circles, Vbung's modulus of an outermost layer is 35000 
kgf/mm 2 or more, a thickness of the outermost layer is 3 % or more of a radius of the roll. Young's modulus of an 

25 intermediate layer disposed between the outermost layer and the shaft core is smaller than Young's modulus of the 
outermost layer and larger than Vbung's modulus of the shaft core. 

12. The composite roll for cold rolling according to Claim 11, wherein the intermediate layer comprises two or more of 
layers and Young's modulus of the intermediate layer is larger at the layer on a relatively outer side. 

30 

1 3. The composite roll for cold rolling according to Claim 11 or Claim 12, wherein both of the outermost layer and the 
intermediate layer comprise a WC series hard alloys and in respect of a composition of the hard alloys, a content 
of a binder metal is smaller at a layer on a relatively outer side. 

35 14. The method of fabricating a composite sleeve roll according to any one of Claim 5 through Claim 8, wherein a ratio 
UD of a length L of a barrel of the sleeve to a diameter D of the roll falls in a range of 2 through 1 0. 
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FIG. 2 



BOND PORTION 
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FIG. 3 
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FIG. 5 





HIGH YOUNG'S MODULES MATERIAL 
MONOLITHIC ROLL 



CASE WHERE WALL THICKNESS OF HIGH YOUNG'S 
MODULES MATERIAL LAYER IS 3% IN TERM OF ROLL 
RADIUS RATIO 



J L 



10 20 30 40 50 60 70 80 90 100 



RATIO OF WALL THICKNESS OF HIGH YOUNG'S MODULES MATERIAL 
LAYER TO ROLL RADIUS (%) 



FIG. 6 




27 



EP 0 913 212 A1 



FIG. 7 
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